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(54) METHOD OF PRODUCTION OF EDGE PROTECTION STRIPS OF CERAMIC MATERIAL

(57) A method of production of edge protection strips
(10) of ceramic material, comprising the steps of:

- arranging a sheet-like article (20) of ceramic material,
in which the sheet-like article (20) is elongated along a
longitudinal axis (A) and is provided with an exposed sur-

face (S);

- incising the exposed surface (S) of the sheet-like article
(20) along two distinct incision planes, parallel to each
other, orthogonal to the exposed surface (S) and each
intersecting the exposed surface (S) of the sheet-like ar-
ticle (20) along an incision line (S) parallel to the longitu-

10

dinal axis (A) of the sheet-like article (20);

- cutting the sheet-like article (20) along two cutting
planes each intersecting an incision plane along a cutting
line (C) parallel to the incision lines (I) and mutually inci-
dentin an intersection line (X) comprised in the thickness
of the sheet-like article (20); and

- separating a substantially prismatic edge protection
strip (10) from the sheet-like article (20), in which the
edge protection strip (10) comprises a first portion (S1)
of exposed surface (S) internal to the incision lines (1).
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Description

TECHNICAL FIELD

[0001] The present invention relates to a method of
production of edge protection strips of ceramic material,
for example of edge protection strips provided with a sur-
face finishing equal to the finishing of the tiles associated
with them.

EXISTING TECHNIQUE

[0002] As is known in the building sector, in certain
joining points between various levels of surfaces covered
with tiles or similar sheet-like elements, the use is known
of edge protection strips, that is shaped strips of metal,
of plastic material or of ceramic material which cover the
joining line, for example at inner or outer corners, be-
tween side-by-side tiles.

[0003] The edge protection strips of ceramic material
generally have an exposed surface which is as close as
possible or resembles the exposed surface of the tiles
they join so as to decrease as much as possible the dif-
ference also in colour between the discontinuous surfac-
es joined by the edge protection strip itself.

[0004] A need which is felt in the sector is therefore
the one of making the exposed surfaces of the strips re-
semble as much as possible the exposed surfaces of the
tiles they join.

[0005] Moreover, afurther need inthe sector is the one
of making available a method of production of edge pro-
tection strips which is as affordable, quick and accurate
as possible.

[0006] It is an object of the present invention to meet
the mentioned needs of the known technique, within the
scope of a simple, rational and affordable solution. Such
objects are achieved by the features of the invention in-
dicated in the independent claim. The dependent claims
outline preferred and/or particularly advantageous as-
pects of the invention.

DESCRIPTION OF THE INVENTION

[0007] The invention particularly makes available a
method of production of edge protection strips of ceramic
material, comprising the steps of:

- arranging a sheet-like article of ceramic material, in
which the sheet-like article is elongated along a lon-
gitudinal axis and is provided with an exposed sur-
face;

- incising the exposed surface of the sheet-like article
along two distinct incision planes, parallel to each
other, orthogonal to the exposed surface and each
intersecting the exposed surface of the sheet-like
article along an incision line parallel to the longitudi-
nal axis of the sheet-like article;

- cutting the sheet-like article along two cutting planes
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each intersecting an incision plane along a cutting
line parallel to the incision lines and mutually incident
in an intersection line comprised in the thickness of
the sheet-like article; and

- separating a substantially prismatic edge protection
strip from the sheet-like article, in which the edge
protection strip comprises a portion of exposed sur-
face internal to the incision lines.

[0008] Due to such solution, an edge protection strip
with a functional shape may be made, and having the
surface finishing (exposed surface) homologous to the
one of sheets it will complete in place.

[0009] Advantageously, each cutting plane may be in-
clined by 45° with respect to the exposed surface.
[0010] Due to such solution, the cutting planes are per-
pendicular to one another and allow the definition of lay-
ing surfaces of the edge protection strip which are con-
venient and functional for the use thereof.

[0011] The method for example, comprises the step of
determining the distance between the incision lines as a
function of a thickness of the sheet-like article. In greater
detail, the distance between the cutting lines may be cal-
culated with the present formula:

d=k+ h* V2

where d is the distance between the cutting lines, k is a
correction factor of between 0 and 1 and hiis the thickness
of the sheet-like article.

[0012] Due to such solution, the width of the portion of
exposed surface which is isolated in the edge protection
strip is such as to be capable of completely joining two
exposed surfaces of ceramic sheets or other perpendic-
ular elements or parallel elements.

[0013] Advantageously, the incision depth along each
incision plane may be of between 1.5 mm and 3 mm.
[0014] The method may comprise moreover the step
of determining the cutting depth along each cutting plane
as a function of a thickness of the sheet-like article. In
greater detail for example, the cutting depth along each
cutting plane is calculated with the present formula:

p=yx*h

where p is the cutting depth along each cutting plane, y
is a correction factor of between 0 and 1 and h is the
thickness of the sheet-like article.

[0015] In particular, it may be provided for the cuts to
intersect one another so as to separate immediately the
edge protection strip from the remaining part of the sheet-
like article, or advantageously provide for the cuts not to
intersect with one another and leave the edge protection
strip still attached, by means of a bridge, to the remaining
part of the sheet-like article, thus allowing in this case
the detachment to occur at a later time, thus avoiding
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accidental breaks of the edge protection strip being
made.

[0016] In a preferred embodiment, before the cutting
step the method may comprise the step of removing a
cortical layer comprising a further portion of exposed sur-
face external with respect to the incision lines.

[0017] Due to such solution, the cutting step may occur
in a more convenient manner and with less risks of ac-
cidental breaking of the edge protection strip being made.
[0018] Advantageously, the removal depth may be
substantially equal to 1 mm.

[0019] For example, the separation step of the edge
protection strip of the remaining part of the sheet-like
article is carried out by the propagation of a brittle fracture
along a fracture line substantially coincident or proximal
with the intersection line of the cutting planes.

[0020] Due to such solution, the edge protection strip
is divided by the remaining part of the sheet-like article
in a convenient and safe manner with increased efficien-
cy in terms of reducing the rejects and defects thereof.

BRIEF DESCRIPTION OF THE DRAWINGS

[0021] Further features and advantages of the inven-
tion will be more apparent after reading the following de-
scription provided by way of a non-limiting example, with
the aid of the accompanying drawings.

Figure 1 is a schematic axonometric view of an edge
protection strip obtained with the method according
to the invention.

Figure 2 is a schematic axonometric view of a sheet-
like article from which the edge protection strip in
figure 1 is obtained by means of cutting.

Figure 3 is a schematic axonometric view of a first
incision step of the production method of an edge
protection strip according to the invention.

Figure 4 is a front schematic view of a semi-finished
sheet-like article at the end of the first incision step
of the method.

Figure 5 is a front schematic view of a second re-
moval step of the production method of an edge pro-
tection strip according to the invention.

Figure 6 is a front schematic view of a semi-finished
sheet-like article at the end of the second removal
step of the method.

Figure 7 and figure 8 are front schematic views of a
third cutting step of the production method of an edge
protection strip according to the invention.

Figure 9 is a front schematic view of a semi-finished
sheet-like article at the end of the third cutting step
of the method.

Figure 10 is a front schematic view of a semi-finished
sheet-like article at the end of the fourth separation
step of the method, and of an edge protection strip
obtained following the fourth separation step.
Figures 11a-11f are schematic views of possible lay-
ing configurations of the edge protection strip in fig-
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ure 1.

IMPROVED METHOD FOR IMPLEMENTING THE IN-
VENTION

[0022] With particular reference to such drawings, a
method is described for the production of edge protection
strips, generically indicated with number 10 in the draw-
ings, which is made of ceramic material (or the like), for
example glazed material.

[0023] For example, the method of production is a
method of production which provides cutting an edge pro-
tection strip 10 starting from a sheet-like article indicated
generically with number 20 in the drawings, for example
a ceramic sheet (or tile) or a portion thereof, for example
having large dimensions.

[0024] In the example, the sheet-like article 20 is ob-
tained by means of the longitudinal pre-cutting of a lon-
gitudinal strip of ceramic material (or the like) from asheet
having larger dimensions, for example having a length
equal to the length of the longitudinal strip and width larg-
er than it.

[0025] For example therefore, the sheet-like article 20
has an elongated (and flat) shape provided with a sub-
stantially straight longitudinal axis A.

[0026] The sheet-like article 20 is a solid body (of
glazed material) which substantially has the shape of a
parallelepiped provided with an (ample) laying surface
(not exposed) and an opposed (ample) substantially pla-
nar exposed surface S. The sheet-like article 20 has a
thickness h (or height) defined by the distance between
the exposed surface S and the opposed laying surface.
[0027] The length of the sheet-like article 20 is (nor-
mally) much greater than the width thereof and the width
in turn is much greater than the thickness.

[0028] For example, the thickness h is substantially
greater than 0.8 cm, for example of between 0.8 cm and
3 cm.

[0029] The width of the sheet-like article 20, for exam-
ple obtained from the aforesaid longitudinal pre-cutting,
is substantially greater than 1.5 cm, for example of be-
tween 2 and 4 cm.

[0030] The length of the sheet-like article 20 is for ex-
ample, equal to the length of the ceramic sheet from
which it originates.

[0031] The exposed surface S of the sheet-like article
20 is for example, decorated or finished by a layer, at
least a surface layer (or the whole mass) of a decoration,
for example obtained by means of digital printing or glaz-
ing, as is known to an expert in the field.

[0032] The decoration (and/or the exposed surface S)
may be planar or structured according to the sheet-like
article 20.

[0033] In practice, the decoration of the exposed sur-
face S of the sheet-like article 20 is a portion (or partition)
of the decoration of the ceramic sheet from which the
sheet-like article itself originates and therefore is com-
pletely homologous and conforms with the decoration of
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the ceramic sheets of the lot of ceramic sheets from which
the sheet-like article 20 originates.

[0034] The method for producing (and obtaining) an
edge protection strip 10 starting from a sheet-like article
20 as described above, is the following.

[0035] The method provides firstly incising the ex-
posed surface S of the sheet-like article 20 along two
distinctincision planes, parallel to each other, orthogonal
to the exposed surface S and each intersecting the ex-
posed surface S of the sheet-like article 20 along an in-
cision line S (shown with a dotted line in figure 2) parallel
to the longitudinal axis A of the sheet-like article 20.
[0036] In practice, by means of the incision step, the
exposed surface S is subdivided into a first portion S1 of
internal exposed surface S between the two incision lines
| (comprised therebetween along the direction orthogo-
nal to the longitudinal axis A) and two opposed second
portions S2 of exposed (or peripheral) surfaces external
with respect to the incision lines I.

[0037] The width of the first portion S1 is defined by
the (minimum) distance d between the incision lines I.
[0038] The method provides, in particular, determining
the distance between the incision lines | as a function of
the thickness h of the starting sheet-like article 20 (that
is the thickness of the sheet(s) from which the sheet-like
article 20 originates and which the edge protection strip
being produced is intended to complete in place).
[0039] In greater detail, the distance between the inci-
sion lines | is calculated with the present formula:

d=k+ h* V2

where d is the distance between the incision lines, k is a
correction factor of between 0 and 1, preferably of be-
tween 0.8 and 1, and h is the thickness of the sheet-like
article 20.

[0040] For example, the incision depth along each in-
cision plane is limited, for example is such as to cut the
whole decoration (that is, extends for a thickness at least
equal to the thickness of the decoration on the exposed
surface S) and possibly slightly beyond, for example not
beyond half of the thickness of the sheet-like article 20.
[0041] For example, the incision depth along each in-
cision plane is of between 1.5 mm and 3 mm.

[0042] The incision step for example is performed, as
shown in figure 3, by a pair of first rotating cutting grind-
stones 30, for example diamond cutting grindstones. The
pair of first cutting grindstones 30 is for example coaxial
and/or parallel.

[0043] Alternatively, the pair of first cutting grindstones
30 may be offset from each other, that is not have axes
of rotation coaxial to each other, in such case the cutting
profile of each first cutting grindstone 30 is for example,
conical and defines anincision plane as described above
(and an opposed incision plane inclined with respect
thereto).

[0044] The first cutting grindstones 30 have a reduced
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thickness, for example of between 1.5 and 2.5 mm.
[0045] The distance between the first cutting grind-
stones 30, that is the distance between the surfaces re-
ciprocally facing the same, may be adjusted as a function
of the wanted distance d between the cutting lines I.
[0046] In practice, during the incision step, the sheet-
like article 20 is advanced on a transport plane (for ex-
ample, a roller plane) along a feed direction (horizontal
and) orthogonal to the axis of rotation of the first cutting
grindstones 30 with longitudinal axis A parallel to such
feed direction.

[0047] At the end of the incision step, the sheet-like
article 20 has two incisions 21 (of the aforesaid depth
and spaced apart by the aforesaid distance d) at the ex-
posed surface S, which separate the first portion S1 and
the two second portions S2.

[0048] The incisions 21 are for the entire extension,
thatis they have alength equal to the length of the sheet-
like article 20.

[0049] In practice, a side of each incision 21 delimits
a side of the first portion S1 of the exposed surface S.
[0050] The said side has a controlled planarity, for ex-
ample according to restricted tolerances, so as to ensure
an increased linearity of the incision line | and therefore
an increased regularity of the outer edge of the first por-
tion S1 of the exposed surface S.

[0051] The method provides optionally removing a cor-
tical layer from the sheet-like article 20, in which the cor-
tical layer comprises at least a part of the second portion
S2 of exposed surface S external with respect to the in-
cision lines I. In particular, the method provides removing
a cortical layer for each second portion S2.

[0052] For example, the cortical layer to be removed
is adjacent to the respective incision 21 and the removal
of the cortical layer itself widens the upper portion of the
incision 21 towards the outside of the sheet-like article
20 by a determined width equal to the width of the cortical
layer itself.

[0053] For example, the width of the cortical layer to
be removed is substantially of between 1.5 mm and 4.6
mm.

[0054] For example, the width of the cortical layer to
be removed is less than the overall width of the second
portion S2.

[0055] Preferably, the removal depth of each cortical
layer is of between 0.8 mm and 1.2 mm, preferably equal
to 1 mm.

[0056] The removalstep of the aforesaid cortical layers
for example is performed, as shown in figure 5, by a pair
of second rotating cutting grindstones 35, for example
diamond cutting grindstones.

[0057] The pair of second cutting grindstones 35 is for
example, coaxial.

[0058] Eachsecond cutting grindstone 35 for example,
consists of a plurality of sandwiched grindstones.
[0059] The second cutting grindstones 35 have a thick-
ness, for example of between 1.5 and 4.6 mm.

[0060] The distance between the second cutting grind-



7 EP 3 363 964 A1 8

stones 35, that is the distance between the surfaces re-
ciprocally facing the same, may be adjusted as a function
of the distance d between the cutting lines | and the width
of the incision 21, in practice the distance between the
second cutting grindstones 35 is equal to the distance d
between the incision lines | and 2 times the width of the
incision 21.

[0061] In practice, during the removal step, the sheet-
like article 20 is advanced on a transport plane (for ex-
ample, a roller plane) along a feed direction (horizontal
and) orthogonal to the axis of rotation of the second cut-
ting grindstones 35 with longitudinal axis A parallel to
such feed direction.

[0062] At the end of the removal step, the sheet-like
article 20 has two channels 22 (of the aforesaid depth
and spaced apart by the aforesaid distance), each at a
respective second portion S2 of the exposed surface S.
[0063] Each channel 22 widens towards the outside of
the sheet-like article 20 (along a direction orthogonal to
the longitudinal axis A), that is in direction opposite with
respect to the first portion S1, a top portion of a respective
incision 21. The channels 22 are for the entire extension,
that is they have a length equal to the length of the sheet-
like article 20 and of the respective incisions 21. The
method provides then cutting the sheet-like article 20
along the two cutting planes, in each cutting plane there
is a plane which intersects a respective incision plane
along a cutting line C (see enlarged detail in figure 9)
parallel to the respective incision line I.

[0064] For example, each cutting line C (substantially
straight) is parallel to the incision line | and lies on a re-
spective incision plane.

[0065] In practice, each cutting line C may coincide
with the respective incision line | or preferably, be distinct
therefrom.

[0066] Each incision line | is substantially (permanent-
ly) overlapping a respective cutting line C.

[0067] The cutting planes are then inclined to one an-
other (each of themiis inclined) with respect to the incision
planes.

[0068] In particular, the cutting planes are incident with
one another (ideally) on an intersection line X, which is
parallel to the cutting lines C and to the incision lines |
(thatis parallel to the longitudinal axis A of the sheet-like
article A) and is comprised in the thickness of the sheet-
like article 20, that is internal to the volume of the body
of the sheet-like article itself.

[0069] In practice, the cutting planes are such as to
define a convex portion defined internally therein and
comprising the first surface S1, which convex portion has
a cross-section (with respect to any plane orthogonal to
the longitudinal axis A of the sheet-like article 20) of sub-
stantially triangular or pentagonal shape, with the largest
base defined at the first portion S1 of the exposed surface
S and opposite vertex facing towards the inside of the
body of the sheet-like article 20, that is facing towards
the laying surface of the sheet-like article itself. Such con-
vex portion is the one which will constitute the edge pro-
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tection strip 10, as will be described better below.
[0070] The convex portion stands out after the cutting
from a concave portion of the sheet-like article 20 which,
for example, becomes a reject portion thereof at the end
of the method.

[0071] Inthe example, the cross-section of the convex
portion is substantially pentagonal and consists of the
aforesaid largest base, two short sides opposed with re-
specttothelargestbase perpendiculartherewith, defined
at each incision plane (line which joins the incision line |
with the cutting line C), and two long sides opposed with
respect to the largest base incident in the (ideal) vertex
defined by the intersection line X and defined at each
cutting plane (line which joins the cutting line with the
intersection line).

[0072] For example, each cutting plane is inclined by
45° with respect to the exposed surface.

[0073] Advantageously, each cutting plane is inclined
with respect to the other cutting plane by an angle which
is substantially a right angle.

[0074] In practice, the angle to the (inner) vertex of the
convex portion is substantially a right angle.

[0075] The method comprises the step of determining
the cutting depth along each cutting plane as a function
of a thickness h of the sheet-like article 20.

[0076] Forexample, itis possible to determine the cut-
ting depth along each cutting plane so that the convex
portion remains joined (at least initially) at the vertex line
of the concave portion of the sheet-like article 20 (see
figure 9) by means of a bridge of ceramic material which
axially joins the concave portion and the convex portion.
[0077] Inpractice, the cutting depth may be determined
along each cutting plane so thatthe cut along each cutting
plane does not reach the intersection line X between the
cutting planes.

[0078] For example, the cutting depth along each cut-
ting plane may be calculated with the present formula:

p=yx*h

where p is the cutting depth along each cutting plane, y
is a correction factor of between 0 and 1, preferably of
between 0.8 and 1, and h is the thickness of the sheet-
like article 20.

[0079] For example, the correction factor y may be
equal to (or different from) the correction factor k.
[0080] The cutting step for example is performed, as
shown in figures 7 and 8, by a pair of third rotating cutting
grindstones 40, for example diamond cutting grind-
stones.

[0081] The pair of third cutting grindstones 40 is for
example offset, that is has axes of rotation which are
inclined from one another (for example, by 45° with re-
spect to the exposed surface S).

[0082] The third cutting grindstones 40 have a reduced
thickness, for example of between 1.5 and 2.5 mm.
[0083] The reciprocally facing surfaces of the third cut-



9 EP 3 363 964 A1 10

ting grindstones 40 are flat and each define a respective
cutting plane.

[0084] Inpractice, the position of the third cutting grind-
stones 40 is defined as a function of the cutting line C
wanted, of the orientation of the cutting plane wanted and
of the cutting depth determined.

[0085] In practice, during the cutting step, the sheet-
like article 20 is advanced on a transport plane (for ex-
ample, a roller plane) along a feed direction (horizontal
and) with longitudinal axis A parallel to such feed direc-
tion.

[0086] For example, the third cutting grindstones 40
are offset along the longitudinal axis A of the sheet-like
article 20, that is they intersect different axial portions of
the sheet-like article 20 during the feeding thereof along
the feed direction. At the end of the cutting step (see
figure 9), the sheet-like article 20 has two cuts 23 (of the
aforesaid depth and separated by the bridge of ceramic
material) which extend the respective incisions 21 to-
wards the laying surface of the sheet-like article 20 and
towards the intersection line X.

[0087] The cuts 23 are for the entire extension, that is
they have a length equal to the length of the sheet-like
article 20.

[0088] In practice, an (inner) side of each cut 23 de-
limits a side of the concave portion. The said side has a
controlled planarity, for example according to restricted
tolerances, so as to ensure an increased linearity of the
long sides of the concave portion which defines a surface
of the edge protection strip 10.

[0089] The bridge which joins the convex portion and
the concave portion of the sheet-like article 20 has a sub-
stantially "hour-glass" cross-section, that is provided with
a reduction (for the entire extension), for example at the
intersection between the bottom of each cut and the re-
spective cutting plane. The shape of the bridge is de-
pendent on the thickness and profile of the third cutting
grindstones 40.

[0090] At this point, the method provides the step of
separating the edge protection strip 10, that is the pris-
matic convex portion which includes the whole first por-
tion S1 of the exposed surface S, from the remaining part
of the sheet-like article 20, that is from the concave por-
tion.

[0091] The separation step is carried out by the prop-
agation of a brittle fracture along a predefined fracture
line substantially coincident (or comprising or proximal
to) with the intersection line X of the cutting planes.
[0092] In practice, the bridge, that is the reduction
thereof, defines a preferential fracture zone in the body
of the sheet-like article 20 which allows the permanent
separation of the convex portion defining the aforesaid
edge protection strip 10, from the remaining concave por-
tion.

[0093] In practice, the reduction defines a preferential
trigger zone of the brittle fracture which, when stressed
(with reduced effort), defines a longitudinal fracture along
the whole vertex of the convex portion which allows ob-
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taining the edge protection strip 10.

[0094] The edge protection strip 10 thus obtained (fol-
lowing the separation) is a part of the sheet-like article
20 comprising the first portion S1 of exposed surface S
thereof and shaped like a prism having substantially tri-
angular- or pentagonal-shaped bases (of the aforesaid
shape for the cross-section of the convex portion).
[0095] In practice, the edge protection strip 10 com-
prises a largest face entirely made from the first portion
S1 ofthe exposed surface S (corresponding to the largest
base of the cross-section), a vertex corner opposed to
the largest face which is joined to the largest base by
means of at least two main faces P (see figure 1 and
figure 10) which are perpendicular to each other which
(coincide with the cutting planes and) each define a re-
spect laying surface of the edge protection strip 10 (in
which the main faces P correspond to the long sides of
the cross-section of the convex portion).

[0096] The edge protection strip 10 may be laid as
known by the expert in the field (together with one or
more ceramic sheets T homologous to those ceramic
sheets which gave rise to the sheet-like article 20 and
therefore, to the relative edge protection strip 10) for ex-
ample, by means of glue and resting on one or both the
laying surfaces thereof so that the first portion S1 of the
exposed surface S remains exposed and joins with an
exposed surface of one or more ceramic sheets T, sheet-
like articles 20 or other known covering elements. Figures
11a-11f show some example of possible laying layouts
for laying an edge protection strip 10 as made above.
[0097] The edge protection strip 10 in figure 11 a cov-
ers an outer corner between two ceramic sheets T (or
sheet-like articles 20) perpendicular to each other; they
may be the riser and tread of a step, a corner between
two perpendicular surfaces, an upper wall cover or the
like.

[0098] The edge protection strip 10infigure 11b covers
an inner corner between two ceramic sheets T (or sheet-
like articles 20) perpendicular to each other.

[0099] The edge protection strip 10 in figures 11c and
11d defines a closing elementrespectively of a horizontal
surface covered by ceramic sheets T, for example which
may be tread on, such as a floor, and a vertical surface
covered by ceramic sheets T, for example a wall cover.
[0100] The edge protection strip 10 in figures 11e and
11f define a finishing element of a skirting board B (de-
fined by a sheet-like article 20 or by another longitudinal
element), for example by covering the inner corner be-
tween the skirting board B and the ceramic sheet T for
covering the floor and/or defining a closing element of a
vertical surface defined by the skirting board itself. The
invention thus conceived is susceptible to several mod-
ifications and variations, all falling within the scope of the
inventive concept.

[0101] Moreover, all the details can be replaced by oth-
er technically equivalent elements.

[0102] Practically, any materials and also any contin-
gent shapes and sizes may be used, depending on the
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needs, without departing from the scope of protection of
the following claims.

ting plane as a function of a thickness of the sheet-
like article (20).

7. Method according to claim 6, wherein the cutting
depth along each cutting plane is calculated with the
present formula:

Claims 5

1. A method of production of edge protection strips (10)

of ceramic material, comprising the steps of:

- arranging a sheet-like article (20) of ceramic
material, wherein the sheet-like article (20) is
elongated along a longitudinal axis (A) and is
provided with an exposed surface (S);

- incising the exposed surface (S) of the sheet-
like article (20) along two distinctincision planes,
parallel to each other, orthogonal to the exposed
surface (S) and intersecting each the exposed
surface (S) of the sheet-like article (20) along an
incision line (S) parallel to the longitudinal axis
(A) of the sheet-like article (20);

- cutting the sheet-like article (20) along two cut-
ting planes each intersecting an incision plane
along a cutting line (C) parallel to the incision
lines (I) and mutually incident in an intersection
line (X) comprised in the thickness of the sheet-
like article (20); and

- separating a substantially prismatic edge pro-
tection strip (10) from the sheet-like article (20),
wherein the edge protection strip (10) comprises
a first portion (S1) of exposed surface (S) inter-
nal to the incision lines (I).

Method according to claim 1, wherein each cutting
plane is inclined by 45° with respect to the exposed
surface (S).

Method according to claim 1, which comprises the
step of determining the distance between the incision
lines (I) as a function of a thickness of the sheet-like
article (20).

Method according to claim 1, wherein the distance
between the cutting lines (C) is calculated with the
present formula:

d=kx* hx 2

wherein d is the distance between the cutting lines,
k is a correction factor of between 0 and 1 and h is
the thickness of the sheet-like article (20).

Method according to claim 1, wherein the incision
depth (1) along each incision plane is of between 1.5
mm and 3 mm.

Method according to claim 1, which comprises the
step of determining the cutting depth along each cut-
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10.

p=yx*h

wherein p is the cutting depth along each cutting
plane, yis a correction factor of between 0 and 1 and
h is the thickness of the sheet-like article (20).

Method according to claim 1, which comprises the
step of removing a cortical layer comprising a second
portion (S2) of exposed surface (S) external with re-
spect to the incision lines.

Method according to claim 9, wherein the removal
depth is substantially equal to 1 mm.

Method according to claim 1, wherein the separation
step is carried out by the propagation of a brittle frac-
ture along a fracture line substantially coincident with
the intersection line (X) of the cutting planes.
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FIG.11a
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FIG.11c

FIG.11d

FIG.11e FIG.11{
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